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Chapter 13
THE MACHINING OF HOLES

The consideration of the machining of holes may be divided into two
sections according as to whether the hole has to be produced in solid
metal or whether it already exists, because of coring in castings or
punching in forgings, and merely has to be brought accurately to size.

To form a hole in solid metal some kind
of drill mu'st be used and so types of
drill will first be considered.

Types of Drill. The oldest type of
-drill is the flat or spade drill, an example
of which is shown in Fig. 185. It is
easily made by forging down a rod so
that its end is suitably flattened and
then grinding the cutting edges A and
shoulders B. The angle 8 is usually

made about 120 degrees but is sometimes only 90 degrees. The cutting
edges must be properly backed-off or relieved as shown by the section
on SS, the angle a being usually about 15 degrees. In jobbing shops

drills of this kind are commonly made
up as required but in quantity produc-
tion they are little used. A rather
more elaborate type of flat drill is,
however, much used for the drilling
of deep holes where the depth exceeds
five or six diameters. Such a drill is
shown in Fig. 186 and consists of a
separate blade A which is fixed jn the
end of a tubular shank B. A pipe C
brings a supply of cutting fluid to the
cutting edges and the chips produced
are washed away down the hollow
shank. The grooves D serve to break
up the chip into a number of small

pieces that are more easily disposed of than a long continuous chip would be.

D-Bits. A simple D-bit is shown in Fig. 187.   It consists of a rod

. whose end has been jumped up so that it is larger than the remainder

and which, after the enlarged end has been machined truly cylindrical,

has been cut away down to the centre line as indicated by the line OP in

the elevation.   The end of the bit is ground at some angle 0, less than'

FIG. 186.
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